PROCESS AND EQUIPMENT FOR MAKING A SURFACE FINISH WITH 
DIFFERENT ELASTIC COEFFICIENT OF A BRASSIERE AND THE 

SURFACE FINISH 
BACKGROUND OF THE INVENTION 

1. Field of the Invention 

[0001] The present invention relates to a method and equipment for making a 
surface finish of a bra, and more particularly to the method and equipment to make a 
surface finish having different elastic coefficients such that when the surface finish is 
stitched to the bra, the surface of the surface finish can be evenly stitched. 

2. Description of Related Art 

[0002] It is noted that a surface finish of a conventional bra is cone shaped, which 
easily causes uneven stitch on sides of the bra when the siulace finish is stitched on the 
bra. Therefore, to overcome the shortcoming, lace strips are applied to the seams of the 
bra to embed the uneven stitch of the surface finish. Another method to overcome the 
disadvantage is to use a heater to preheat the surface finish such that the surface finish is 
able to attach to the bra as even as possible. 

[0003] With reference to Figures 1 and 2, it is noted that a surface finish of a 
conventional conical bra 1 may be divided into three different sections. The first 
section A has the largest deformation, and the third section C has a deformation less 
than that of the second B. Due to the difference in deformation extent in different 
sections A, B, C, when the surface finish is to be stitched to edges of the bra 1, either the 
surface finish is too loose to be evenly stitched on the bra 1 or the surface finish is too 
tight to be evenly stitched on the bra 1, which is because the entire surface finish is 
consistent in elastic coefficient. Under such a circumstance, it is almost impossible to 
nicely and evenly attach the surface finish on the bra 1. 
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[0004] To overcome the shortcomings, the present invention intends to provide an 
improved surface finish produced by an equipment specially designed to make the 
surface finish with different elastic coefficient. 

SUMMARY OF THE INVENTION 
[0005] The primary objective of the invention is to provide an improved surface 
finish with different elastic coefficient such that the surface finish can be evenly 
stitched on the bra. 

[0006] Another objective of the invention is to provide method for making the 
surface finish with different elastic coefficient, wherein two molds are prepared, a 
textile is placed between the two molds, the two molds are heated respectively and then 
the first mold is placed in the second mold to generate different elastic coefficient on the 
textile. 

[0007] Still another objective of the present invention is that the first mold has 
heaters each with a specific temperature such that when the textile is heated by the 
heaters, the textile is able to have different elastic coefficient. 

[0008] Other objects, advantages and novel features of the invention will become 
more apparent from the following detailed description when taken in conjimction with 
the accompanying drawings. 

BRIEF DESCRIPTION OF THE DRAWINGS 
[0009] Figure 1 is a perspective view of a conventional bra; 
[0010] Figure 2 is a schematic view showing a cup of the bra in Figure 1; 
[0011] Figure 3 is an exploded perspective view showing a first mold and a 
second mold in accordance with the present invention; 

[0012] Figure 4 is an exploded perspective view of a preferred embodiment of the 
equipment of the present invention. 
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DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENT 
[0013] With reference to Figures 1 and 2, in order to have a smooth surface of a 
surface finish covering a bra 1, the surface finish should have different elastic 
coefficient to deal with different curvatures of the bra 1. For example, the bra 1 is 
divided into section A, section B and section C, wherein the curvature of the section A 
is the largest among the others and the curvature of the section C is larger than that of 
the section B. Therefore, it is preferred that the surface finish of the bra has different 
elastic coefficient to cope with the different curvature characteristic of the bra 1. 
[0014] With reference to Figures 3 and 4, it is noted that the preferred equipment 
to make the surface finish of the present invention includes a first mold 10, a second 
mold 20 and a temperature controller 30. A textile la is placed between the first mold 
10 and the second mold 20 such that when the firs mold 10 and the second mold 20 are 
combined, the textile la can be formed into the surface finish as required. Detailed 
desoiption regarding how the surface finish is made will be given as follows. 
[0015] Preferably, the first mold 10 is conical and composed of multiple sections 
11, 12, 13 which in combination, the first mold 10 is formed. Each of the sections 11, 
12, 13 has a heater 110, 120, 130 moimted around an inner face of each of the sections 
11, 12, 13. An insulator 14, 15 is placed between two adjacent sections 11, 12 and 12, 
13 to isolate heat conduction among the sections 11, 12, 13. Preferably, the insulator 14, 
15 is a piece of heat insulation paper. The second mold 20 has a hole 21 corresponding 
to the first mold 10 so that the sections 11, 12, 13 of the first mold 10 are able to extend 
into the hole 21. Further, the temperature controller 30 has wires 31 respectively 
connected to a corresponding one of the heaters 110, 120, 130 and controlling buttons 
32 respectively controlling the actuation of the corresponding heaters 110, 120, 130 to 
allow each of the sections 11, 12, 13 to have a specific temperature. 
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[0016] When the equipment of the present invention is used, in order to cope with 
different curvatures of the bra 1 (as shown in Figure 1), different temperature 
characteristic should be applied to the textile la. Thus, it is noted that the center region 
of the textile la is extended deepest into the hole 21 when the first mold 10 and the 
second mold 20 are combined so that the center region of the textile la should have the 
largest elastic coefficient. Therefore, the section 13 should have the lowest temperature 
to allow the center region of the textile la to have sufficient elasticity to be smoothly 
wrapped aroimd the bra region where the curvature is the largest. On the other hand, the 
section 11 should have the largest temperature to allow the outer region of the textile la 
to have the lowest elastic coefficient to allow the outer region of the textile la to be 
easily formed between the first mold 10 and the second mold 20. As a consequence, the 
median region of the textile la should be formed with a median temperature. As a 
result, the heater 110 has a temperature higher than the temperatures of the heaters 120, 
130 and the heater 130 has a temperature lower than the temperature of the heaters 110, 
120. 

[0017] The process of the present invention to make the surface finish as 
described above includes the steps of: 

[0018] (1) preparing a conical first mold 10 consisting of sections 11, 12, 13 each 
provided with a heater 110, 120, 130 and a second mold 20 with a hole 21 to allow the 
sections 11,12,13 to extend therein; 

[0019] (2) preparing a heat insulator 14, IS between two adjacent sections 11, 12 
and 12, 13 to prevent heat conduction between sections 11, 12, 13; 
[0020] (3) placing a textile la between the first mold 10 and the second mold 20 
and then inserting the first mold 10 into the hole 21 of the second mold 20; and 
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[0021] (4) preparing a temperature controller 30 with wires 31 respectively 
connected to a corresponding one of the heaters 110, 120, 130 of each of the sections 11, 
12, 13 and controlling buttons 32 to control actuation of each of the heaters 110, 120, 
130 to allow the sections 11, 12, 13 to respectively have a specific temperature. 
[0022] Even though numerous characteristics and advantages of the present 
invention have been set forth in the foregoing description, together with details of the 
structure and function of the invention, the disclosure is illustrative only, and changes 
may be made in detail, especially in matters of shape, size, and arrangement of parts 
within the principles of the invention to the fiill extent indicated by the broad general 
meaning of the terms in which the appended claims are expressed. 
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